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from the neutral notch to and fro in the exhaust direction or in the power
direction up to the first notch, and during this power stroke the main ram
draws in overhead water through an auxiliary check valve. When it is
desired to employ the full power the operator moves the control lever from
the first to the second notch, and the auxiliary check valve is closed by the
inrush of pressure water.
Type (b) works in the same cycle, but in this case the operator must
remember to move the separate control levers in sequence. In the auto-
matic water-saving device, the attendant operates the control valve of the
water-saving ram or rams only, and when they are overpowered the rise
in pressure operates the control valve of the main ram in water-saving
device which is of the hydraulically operated type. Thus water saving is
made compulsory.
As there is a danger of the larger rams intensifying the smaller rams
by defective or improperly worked valves, relief valves are always fitted,
preferably of the pressure-loaded check-valve type, which allows what would
otherwise be intensified pressure to escape into the pressure main.
There is a general belief that water-saving devices slow down hydraulic,
machines, and that when their use is optional such devices are not used
to the fullest extent; but in modern practice this slowing down has been
removed by increasing the size of the auxiliary check valve, and operating
the same by a small hydraulic ram connected to the supply to the water-
saving ram or rams from a common control valve, this enabling the auxiliary
check valve to be opened on the exhaust stroke as well as the water-filling
stroke. To accelerate the closing of the auxiliary check valve it is spring
loaded.
CHAPTER   IV
Riveters
Whenever the highest quality of riveting is essential, a hydraulic riveter
is employed, for it adjusts itself automatically to the varying thicknesses of
work and applies a definite pressure to each rivet, and, moreover, when
operated intelligently, the power is held on until the rivet has cooled suffi-
ciently to ensure the meeting surfaces of the work riveted being securely
held close together, and the rivet filling the hole like a fitted bolt, little or
no caulking being necessary.
Soft-iron rivets up to f in. diameter may be riveted hydraulically cold,
but a section of such work reveals its defects and the necessity of it being
closed hot. Rivets up to | in. diameter are sometimes put in place cold
and heated up in the operation of being hydraulically closed by passing
a current of electricity through the snaps; but the general practice is to
heat the rivets in a suitable furnace before they are put in place to be riveted,
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